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SUMMARY

Practices for casting 25-inch and 35-inch diameter 7050
ingots were developed in the laboratory; then the technology was
modified so that ingots could be cast under commercial conditions.
An important factor in producing sound ingot was attaining an
ingot surface equilibrium temperature between 410°F and 440°F
during casting. If the equilibrium temperature was much below
410°F, the stresses induced during solidification cracked the ingot
violently. If, on the other hand, the equilibrium temperature was
much above 440°F, either the ingots cracked Lecause the center was
still very weak or the center was unacceptably porous. Proper
control was achieved by careful positioning of the device to remove
ingot cooling water below the mold (wiper). Preventing cracking
before the ingot initially reached the wiper was also very important.
Close attention to starting casting rate and to bottom block cooling
was required to prevent cracking during the start-up.

Effects of extrusion temperature of heavy sections and of
extrusion temperature, extrusion ratio, and width/thicknessratio of
lighter sections were evaluated. Extrusion temperature within
the range possible in the fabrication of wide, heavy shapes had no
effect on structure or properties. For smaller sections, high
extrusion temperatures, high extrusion ratios, and low width/thickness
ratios favored more attractive combinations of strength, notch
toughness, and resistances to stress-corrosion cracking and

exfoliation corrosion.
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Second~step aging conditions were established to produce
7050 extrusions *aving either high resistance to exfoliation cor-
rosion with resistance to stress-corrosion cracking substantially
better than that of 7075-1651X (7050-T7651X) or a resistance to
stress-corrosion cracking conparable to that of 7075-T7351X
(7050-T7351X). Treatments of 8 and 12 hours at 350°F, or their
equivalent, are recommended for 7050-T7651X and 7050-77351X,
respectively.

To provide material for determinaticn of mechanical and
corrosion characteristics, twenty extrusions were fabricated from
25-inch and 35-inch diameter ingots in three phases: (1) five
7050-T7351X extrusions (two aircraft sections and three rectangles)
from a 2l-inch diameter extrusion cylinder, (2) five 7050-T7351X
and five 7050-T7651X aircraft sections from 25-inch and 29-inch
diameter extrusion cylinders, (3) five additional 7050-T7351X
panels for a possible CSA wing retrofit from a 29-inch diameter
cylinder.

The extrusions were subjected to a variety of tests.
Tensile, compressive, shear, bearing, stress-strain, and modulus of
elasticity tests were performed, and ratios of the various properties
to the tensile ultimate and yield strengths were calculated. The
results indicated that temper, thickness, and extrusion size had
an effect on the value of the ratios. Plane strain fracture tough-
ness tests indicated that the 7050 extrusions developed a combination
of strength and toughness that was superior to that of commercially

established alloy extrusions. Accelerated corrosion tests predicted
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that both 7050-T7651X and 7050-T7351X extrusions will be highly
resistant to exfoliation corrosion in natural environments. Ac-
celerated stress-corrosion tests indicated that 7050-T7651X
extrusions with strength levels approaching those of 7075-T651X in
thin sections and exceeding them in thick sections develop
zppreciably higher resistance to stress-corrosion cracking. Thick
sections of 7050-T7351X develop a resistance to stress-corrosion
cracking similar to that of 7075-T7351X and have higher strength.
Wide sections with a cross-sectional area greater than about 61 in.?2
may have a slightly lower resistance to stress-corrosion cracking
than when the cross-sectional area is less than about 43 in.2,
Fatigue test performances of smooth and notched specimens and

rates of fatigue crack growth for 7050-T7651X and T7351X extrusions

were comparable to the performances of previously tested 7050~

T7651X extrusions.
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I. INTRODUCTION

Alloy 7050 is a recently introduced Al-Zn-Mg-Cu-2r
alloy developed at Alcoa Lakoratories under partial sponscrship
of the Air Force Materials Lakoratory! and the Naval Air Systems
Comnand.2-* 1t provides significantly improved combinations of

strength, resistance to exfoliation corrosion and stress-corrosion

cracking, and fracture toughness compared to ccmmercially estaklished

alloys.

Because of the favorakle characteristics of 7050, design
properties for use in MIL-HDBK-5 and fracture toughness, fatigue,
and corrosion characteristics have been determined for plate,
sheet, forgings, and 7050-T7651X extrusions made from ingots up to
22 inches in diameter.® Data for 7050-T7651X extrusions made from
25 to 35-inch diameter ingot, such as are required fcr sections of
aircraft such as the Cl130, C5A, and Bl, however, are needed to
make the MIL-HDBK-5 compilation complete. Moreover, an extremely
high resistance tc stress-corrosion cracking such as exhibited by
7075-T7351X is needed in applications where high stress is vnavoid-
able in sections having exposed end grair structure and where the
low strength of 7075-T7351X extrusions is unacceptable. A T7351X
temper for 7056 extrusions would fill this need.

The objectives of this investigation were to (1) develop
casting processes for 25 and 35-inch diameter ingot; (2) evaluate
effects of fakricating variables and section geometry on prorerties
of extrusions; (3) develop aging practiceg to provide (a) strength

comparable to that of 7C75-T6 with high resistance to exfoliation



corrosion and improved resistance to stress-corrosion crackinc and
(b) resistance to stress-corrosion cracking comparable to that of
7075-T73 with higher strength; (4) produce extrusions and determine
MIL-HDBK-5 design mechanical properties and the fracture, fatique,
and corrosion characteristics; and (5) prepare preliminary material
and process specifications, quality control, and acceptance criteria.
All cbjectives were met. The data established that 7050
extrusions develop combinations of properties desired by the
aerospace industry that are more attractive than the properties

of extrusions of commercially estallished alloys.

II. ESTABLISH MANUFACTURING METHODS

1. Ingot Casting

a. Background and Objective

The two major problems in casting large diameter ingot
ir. high-strength alloys like 7050 are cracking and center porosity.
The initial part of our work concentrated on developing a casting
procedure tc produce 25-inch diameter 7050 alloy ingot. The Alcoa
level-pour casting method was selected for this work because of its
known capability to produce high-quality ingot suitable for air-
craft structures. Limited casting of this alloy pricr to the
contract indicated that elimination of ingot cracking would present
the‘major challenge. Minimizing center porosity requires fine
tuning of several production parameters and a clear understanding
cf the cracking characteristics c¢f 7050 alloy since there is a

defirite interacticr. between these two critical ingot characteristics.



The casting conditions that define the depth and shape
of the molten metal pool are the major factors one can use to
minimize center porosity and eliminate cracking. Included in the
casting parameters that can have a pronounced influeqﬁe are:
initial casting rate, bottom block material and coolinc, rurnning
casting rate, metal temperature, rate of heat removal in the mold,

rate of heat extraction kelow the mold, and duratior of water cooling

below the mold. -

.

b. 25-Inch Diameter Casting Trials - Laboratory

A special Alcoa level-pour mcld (Figure 1) was fabricated
to provide maximum control of the water application to the mold and
the ingot. Likewise, water-cooléd aluminur and steel bottom blocks
(Figure 2) were fabricated for use with this tooling. Metal was
melted in a 10,000-1b capacity copen-hearth furnace. Charge com-
ponents were primary aluminum and alloying elements. The 7050 alloy
melt passed through an Alcoa 181 process* unit (Figure 3) in the
transfer system enroute to the mold. This equipment filtered out
inclusions and degassed (removed hydrogen from) the molten metal.
The metal was then cast in the level-pour mold. The cooling water
was completely removed from the ingot several inches below the
bottom of the mold with a wiper.

Due to the large numker of casting parameters associated
with this type of ingot casting, certain items were held constant

during the trials while other more critical parameters were varied

¥U.S. Patent 3,039,864



deliberately. The casting rate, water cooling rate, length of the
ingot-cooling zone, bottom Lklock raterial, and starting casting
were treated as variables in these tests.

Both aluminum and steel water-cooled starting blocks were
erployed. Due to'the improved bottom cooling asscciated with an
aluminum block, there were indications that higher starting casting
rates could be used withcut encountering butt cracks. Ultimately,
it was denonstrated that crack-free ingot could be produced with
either bottom block provided the starting casting rate was adjusted
to match the particular block material used.

The starting casting rate was a crucial variable because
it, along with several other variables, determined the rate of
heat removal from the ingot butt before the ingot reached the
wiper. It became apparent early in this work that butt cracking
must be avoided because such cracks gene;ally propagated the full
length of the ingot. It‘Qés important that the ingot reach thewiper
in a crack-free condition and that the hot core then reheat the surface to
a desirable equilibrium temperature (410 to 440°F). The combined
influernce of bottom block material and cococling, starting casting
rate and duration, length of the ingot ccoling zone, and the running
casting rate basically determined whether the ingot hot cracked
before reaching the wiper, cold cracked before or after reaching
the wiper, or was crack-free. By adjusting these variables and
determining the condition of the ingot (crack-free or cracked) as

well as the equilibrium reheat temperature, it was possikle to zero

in on the optimum practice. However, with 7050 alloy this proved

e i as e



to be an extremely difficult task because it was not easy to tell
the difference between hot and cold cracks since both types generated
loud audible sounds. As a result, ultrasonic techniques were
employed early in each drop to determine the soundness of the butt
as soon as it emerged below the wiper. This inspection method
became an invaluable tool in the development of the crack-free
casting practice.

The cooling rate was cetermined by the amount of mold
cooling, the amount of ingot cooling, and the distance that the
water was allowed to run on the ingot. Mold cooling was
set at maximum because it is desirable to develop a thick ingot
shell while the ingot is in contact with the mold. Once the
ingot shrinks away from the mold the effectiveness of the mold
cooling is very limited. 1Ingot cooling was adjusted to provide
a good water patterrn on the ingot and still permit complete
removal of the water by the three-inch deep wiper pan. With
these basic water limitations, the locaticn of the wiper below
the mold was adjusted to bring the equilibrium reheat temperature
into the desired temperature range.

The proper use of wiper technology cannot be overemphasized.
Choosing the proper location below the mold for water removal has
a tremendous impact on the overall ingot quality. A wiper that is
positioned too high creates a porous ingot center, and if it is
positioned too low the ingot cracks due to excessive residual stresses
during cooling. No leakage of water through the wiper can be

tolerated with 7050 alloy.



As mentioned previously, the starting casting rate was
set to insure that the ingot reached the wiper crack-free. The
running casting rate was adjusted to generate an acceptable
surface and minimize freezing in the insulating header of the mold.
Acceptable surfaces could be obtained with only a limited range
in casting rate, so, therefore, it was possible to have only a
minor impact on reheat temperature with casting rate. For our
purposes an acceptable surface was cdefined as a surface smooth
enough to permit complete removal of the incot water with a
rubber wiper.

Experiments were conducted in the laboratory to explore
the acceptable range for each of the major variables described
above. This work produced crack-free ingot and the recommended
casting procedure for plant trial was as follows:

MOLD - Special Alcoa level-pour

BOTTOM BLOCK - Water-cooled aluminum

METAL TEMPERATURE - 1280-1320°F

START CASTING RATE - 1.00 ipm

RUNNING CASTING RATE - 0.85 ipm

MOLD COOLING - 60 gpm

INGOT COOLING - 80 gpm

WIPER DISTANCE -~ 5.75 inches

DURATION OF BOTTOM BLOCK COOLING - 8 minutes

This practice produced ingot with a fine, equiaxeé grain
size (ASTM macrograin size M 12.5 to M 11.5) (Figure 4), The dendrite

arm spacing was relatively fine and uniform (0.0019-in. surface to



0.0021-in. center) for an ingot of this size. The ingot was sound
except for a few small pores (1 void/sq in. surface to 21 voids/sq
in. midradius) as determined by dye penetrant inspection techniques.
All of the voids were less than 30 microns in diameter.

c. 25-Inch Diameter Casting Trials - Plant

The tooling used in the 25-inch diameter casting trials
at the laboratory was transferred to Lafayette Works and installed
at a ladle casting station. The initial tria' with the casting
practice developed in the laboratory was unsuccessful due to an
excessive amount of butt cracking., This problem was attributed
to differences between the laboratory and plant water quench-
abilities and water supply systems. To compensate, it was necessary
to adjust the cooling conditions associated with the start. The
following items were changed from the recommended laboratory
practice:

BOTTOM BLOCK MATERIAL - Aluminum to steel

START CASTING RATE - 1.00 to 1.05 ipm

MOLD COOLING - 60 to 44 gpm

A number of ingots were cast using the revised practice.
Most of these ingots contained short butt cracks which are of
little consequence because the defective portion was ccnfined to
the normal ené crop. Details of the casting trials that success-
fully completed the work on 25-inch diameter 7050 allcy ingot are
tabulated in Table 1.

d. 35-Inch Diameter Casting Trials - Laboratory

The work with the 25-inch diameter 705C alloy ingot pro-

vided a foundaticn for our 35-inch diameter work. A special Alcoa



level-pour mold (Figure 1) and a water-cooled steel bottom block
(Figure 2) were fabricated and installed for use in a setup
identical to the one used for the 25-inch diameter laboratory
tests. The same basic philosophy for develoring a casting practice
used with the 25-inch diameter ingot was employed, namely, the
most influential casting variables were varied and the other items
were held as constant as possible. The items varied were: metal
feed rate,’start castirg rate, duration of start casting rate,
duration of bottom block cooling, wiper distance, and running
casting rate.

This larger ingot size initially generated more violent cracks but
ultimately crack-free ingot was produced. A tabulation of the
successful laboratory casts of 35-inch diameter 7050 alloy ingot
is shown in Table 2. The recommended casting procedure for plant
trials was as follows:

MOLD - Special Alcoa level pour

BOTTOM BLOCK - Water-cooled steel

METAL TEMPERATURE - 1265-1295°F

START CASTING RATE - 0.90 ipm for 7.8 minutes

RUNNING CASTING RATE - 0.65 ipm

MOLD COOLING - 50 gpm

INGOT COOLING - 120 gpm

WIPER DISTANCE - 7 inches

DURATION OF BOTTOM-BLOCK COOLING - 16.5 minutes

MOLD FILL - 3 minutes



e. 35-Inch Diameter Casting Trials - Plant

The tooling used for the laboratory casting trials was
transferred to Alcoa's Lafayette Works and installed on a ladle
pour casting unit. After some minor adjustments, five crack-free
ingots were cast as shown in Table 3. The need for the adjustments
was again attributed to the differences between the laboratory and
plant water quenchabilities and water supply systems. Items
altered from the successful laboratory practice were:

WIPER DISTANCE - 7 inches to 8 inches

RUN CASTING RATE - 0.65 to 0.61 ipm

DURATION OF BOTTOM-BLOCK COOLING - 16.5 to 15 minutes

At this point the experimental work was considered com-
plete. However, when we were called upon to produce additional
35-inch diameter ingot for fabrication of extrusions, we were unable
to cast a crack-free ingot. During this period, 38 consecutive
cracked ingot with a weight of approximately 200,000 1lb were cast.
As a result, a contract extension was negotiated to provide the
time and funding to fulfill the contract requirements.

Casting trials performed on 25 and 30-inch diameter 7050
alloy ingot using development funds provided by the Aluminum Company
of America resulted in the formulation of a2 new concept for casting
large diameter 7050 alloy ingot. Due to the success with these
smaller diameter ingot, a completely new practice was developed
for 35-inch diameter ingot. Most of the production parameters were
extrapolated from the practices for the smaller size ingots, and
successful practices were developed. These practices are discussed

in detail in the section "Produce Extrusions," page 27.



2. Processing

a.__Fabricating

Effects of fabricating practice were examined in two
subprograms. In one, the object was to determine the effects of
modifying the extrusion temperature within the limits possible in
extruding heavy sections of strong alloys. In the other subprogram,
the obiect was tc determine, for lighter sections, the effects of
extrusion temperature, extrusion ratio, product aspect ratio
(width:thickness), test specimen location (front or rear of the
extrusion), and aging conditions.

(1) Heavier Sections

Two laboratory cast 25-inch diameter 7050 ingots (Table 4)
were extruded on the 14,000-ton extrusion press at Alcoa's Lafayette
Works. The ingots were preheated by a two-step practice consisting
of 4 hours at 890°F followed by 36 hours at 900°F. The unscalped
ingots were extruded irnto Alcoa section 263902 (Figure 5) at
either 800 or 750°F. Cylinder temperature was 750°F. The extrusions
were solution heat treated 1 hour at 900°F in a production furnace,
then immersion quenched into a tank kelow the furnace containirng
water at 80°F maximum temperature. The sclution heat treated
extrusions were subsequently stretched between 1 and 2% on a
3,000,000-1k stretcher, then aced four days at room temperature plus
24 hours at 240-255°F followed by an aging step at a furnace setting
of 32L°F. About 4-2/3 hours after the load couple reached 310°F,
the far. belt on one of the air circulating fans in the age oven

brcke, so the load was pulled while the fan belt was being replaced.
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The load was subsequently returned to the oven and soak time was
counted when the load couple reached 310°F. The metal was at or
above 310°F for 15 hours.

Twenty 4~-foot lengths of the extrusions were ultrasonically
inspected per MIL-I-8950 Class A, and all pieces except two were
acceptable.

Structural examinations of the extrusions revealed no
significant effect of extrusion temperature. Macrostructures
(Figure 6) and microstructures (Figures 7a-7d) were comparable,
and X-ray diffraction revealed only insignificant differences in
the degree of recrystallization at the midplane. The fine-grained
structure immediately below the ceoarse-grained, recrystallized
structure at the surface of the rear of the extrusions is unususl.
Generally, in high-strength aluminur alloys, the structure im-
mediately below the recrystallized skin is similar to the structure
near the midplane. The fine-grained structure at the rear of the
extrusions extended into the thickness for about .05 inch to .06
inch; below this, for abcut .06 inch to .08 inch, the structure
resembled that at the front of the extrusion immediately below the
coarse layer. Additional work, not within the scope of this contract,
would be required to determine effects of this fine-yrained structure
on properties.

Tensile and notch-tensile (Figure 8) tests of specimens
from the front and rear of the extrusions (Table 5) indicate that
the difference in extrusion temperature had no effect on either

tensile properties or notch toughness.
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Lengths of these extrusions were aged for additional
times at 325°F in the laboratory to determine whether extrusion
temperature affected the combinations of strength and corrosion
resistance that can be developed in 7050 extrusions fabricated
frcm large ingot. To determine resistance to exfoliation cor-
rosion, panels machined to expose either the midplane (T/2) or
a plane 10% below the extruded surface (T/10) were exposed to the
EXCO test (ASTM G24-72).

Extrusion temperatures within the limits examined had no
effect on the combination of strencth and corrosion characteristics
developed (Table 6). All panels from extrusions aged to longi-
tudinal yield strengths of 79 ksi or less developed arn E~-A level
of resistance to exfoliation corrosion. Correlations with lengthy
ocutdoor exposures in a seacoast environment predict that 7XXX alloy
products receiving a rating of P or E-A and possibly E-B after a
time period of 48 hours in the EXCO test will be free from exfolia-
ticr in outdoor service while material receiving an E-C or E-D
rating will exfoliate.

To determine resistance to stresslcorrosion cracking,
1/8-inch diameter short-transverse tension specimens were stressed
between 25 and 45 ksi and exposed to 3.5% NaCl by alternate immersion
according to Federal Test Standard 151lb, Method 823. The standard
exposure time in this predictive test has been 30 days, but a 20-day
exposure period is now recommended for 7XXX alloys containing Cu
(ASTM G47-76). Longer exposure times can lead to spurious failures

that are not caused by intergranular stress-corrosion cracking.
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Extrusion temperature had no effect on the combination
of strength and resistance to stress-corrosion cracking developed
in these extrusions (Table 6). Short-transverse specimens from
extrusions aged tec lcngitudinal yield strengths less than 75 ksi
passed the recommended 20-day test period at a stress of 25 ksi, but
all lots failed the 30-day SCC test (3.5% NaCl alternate
immersion) when stressed at 25 ksi and higher stresses.

Supplemental tests were performed to determine the re-
sistance to stress-corrosion cracking of some of these extrusions
at 20 ksi. Selected samples were retested at 25 ksi. Statisti-
cally significant differences were noted Letween the initial and
supplemental test results for three of the four sections tested
(Table 7). However, specimens from all but one section again failed
the 30-day SCC test when stressed at 25 ksi, thereby confirming
the initial test results. At the 20 ksi stress, one specimen from
the highest strength (78.8 ksi) section failed, and all the remaining
specimens readily passed the 3il-day SCC test.

Tests were alsc conducted on sections aged to lower
longitudinal yield strengths of 65.8, 68.8, and 70.2 ksi (Table 8).
One test specimen from the section aged to 70.2 ksi failed in less
than 30 days but passed the 20-day exposure period at a stress of
45 ksi. All of the other specimens passed the 30-day exposure,
but additional failures occurred with longer exposure (36-84 days).
Microscopic examination revealed mixed intergranular-transgranular
cracking in specimens which failed in 45 days or less ané trans-

granular cracking in specimens which failed after 50 days exposure.
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The results of this work indicate that extrusion tempera-
ture of heavy 705C sections within the limits imposed by availa-
ble equipment has no detectable effect on structure, mechanical
properties, and resistances to stress-corrosion cracking or
exfoliation corrosion.

(2) Lighter Sections

Ten rectancular extrusions were extruded from plant cast
25-inch diameter 7050 ingot as detailed in Table 9 to evaluate
extrusion ratio, extrusion temperature, section geometry, aging
time, and test specimen lccation. These extrusions were solution
heat treated 80 minutes at 890-900°F, quenched by immersion in
water at less than 90°F, stretched 2 percent, and aged 24 hours at
240-255°F.

Chemical analyses of the ingots used to fabricate the
extrusions (Table 10) showed that the compositions of all of
the extrusions except for the one fabricated from cast No. 593-9
(low Mg) were similar. Consequently, differences in properties
among the other extrusions can safely be attributed to the process-
ing conditions. Because data from the sole extrusion fabricated
from the ingot containing low Mg was not included in the analysis,
the difference in composition did not affect the analysis of the
results of this experiment. (The process for this extrusion was
replicated using other ingots.)

Macrostructure of the extrusions revealed some effects
of the processing conditions (Figures 9a-9d). The most pronounced
effect was the thick, recryétallized skin at the rear of the

sections extruded with a low ratio at a low temperature. The
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absence of this thick kand in the extrusion extrudecd with a high
ratio at the low temperature is attributec to the longer Lutt

left in the press. Another notable feature was the coarser macro-
structure at the frent of the sections extruded at the high
temperature, and the presence of annuli at the rear of most of

the extrusions.

Sections from the front and rear were aged in the
laboratory for an additional 6 to 32 hours at 325°F. Electrical
conductivity measurements (Takles 11 and 12); tensile anc notch-
tensile tests in the longitudinal, long-transverse, and short-
transverse directions (Tables 13 through 18); exfoliation corrosior
tests at the midplane (Tables 19 and 20); and stress-corrosion
cracking tests in the short-transverse direction (Takles 21 ané 22)
were used tc evaluate these extrusions. Test procedures were
similar tc those used to evaluate the heavier extrusicn (Alcoca
section 263902).

The tensile properties confirmed that strendths of the
extrusion fabricated from the ingot containing the low Mo (S. No.
43767?) were lowver thar those of extrusions fabricated similarly
(S. yos. 437680 and 43768l1). Consequently, tensile test results
of this extrusion were not used in comparisons with the other
extrusions in the experiment. )

Analysis of the data revealed an interaction among
strength, electrical conductivity, extrusion shape, extrusion
ratio, and extrusion temperature. The 1l.5-inch x 7.5-inch

extrusions extruded at a ratio of 9 developed significantly lower
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strengths than l.5-inch x 7.5-inch extrusions extruded with a ratio
of 32 and 2.75-inch x 4-inch extrusions extruded with either ratio

(Figure 10). This phenomenon iS/fg;;atively attributed to a com-

bination of differences in gegree of recrystallization and aging

kinetics; the strength of the section extruded at 600°F was below
that of all other segtions when compared on an equal electrical

conductivity basi
" /
820°F was generally comparable to that of the other extrusions when

+ while strength of the section extruded at

conpared at equal electrical conductivities above 39.5% I.A.C.S.

~
’

Effects on notch toughness of yield strength, fabricating
variables, test specimen location and orientation, and section
geometry were determined by regression analysis. Procedure, results,
and discussion are presented in Appendix A. The most significant
findings are illustrated in Figure 1ll. As anticipated, test speci-
men orientation and yield strength had the largest effects. The
rate of decrease of notch toughness with increasing yield strength
was smallest in the longitudinal direction and largest in the short-
transverse direction. Test specimen location also had an effect;
the rear of the extrusion generally developed slightly higher
toughness than the front. Fabricating variables and section
geometry had effects which strongly depended on test direction. 1In
the long-transverse direction, aspect ratio had the strongest
effect. Notch toughness of the 1-1/2-inch x 7-1/2-inch extrusions
was higher than that of\-xe 2~-3/4-inch x 4-inch extrusions, par-
ticularly at high-strength levels. Extrusion ratio had a smaller

effect; the higher extrusion ratio gave higher toughness, particularly
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at low-strength levels. Extrusion temperature had no significant
effect. In the short-transverse direction, increasing extrusion
ratio had a large positive effect, while increasing extrusion
temperature had a smaller positive effect. Effects of aspect ratio
were insignificant. In the longitudinal direction, effects of
section geometry and extrusion conditions were both insignificant.

Resistance to exfoliation corrosion was rated on the
basis of visual examrinations of the corroded midplane of the
extruded panels after exposure in the EXCO test. Based on this
predictive test, all of the 7050 extrusions in this experiment
that had been aged 15 or more hours at 325°F (longitudinal yield
strengths up to 80 ksi) are anticipated to have good resistance to
exfoliation corrosion in natural environments. Resistance of the
extrusions having the lower aspect ratio was generally superior, but
extrusion temperature and extrusion ratio had no apparent effect.
Supplementary metallographic examinations on representative corroded
specimens that had been aged 15 hours at 325°F (shortest acceptable
time based on visual examination) and had been exposed for 48 hours
(longest exposure period) revealed no evidence of exfoliation (Figures
l2a-124).

The stress-corrosion test results were analyzed in three
ways: (1) Percent survival to determine effects of aging time,
(2) Multivariable probit analyses to determine effects of fabricating
conditions and section geometry, (3) Failure time:yield strength
regression analysis to determine effects of section‘geometry.

(1) Percent Survival - To determine effects of aaging time,

analysis was performed on the basis of both the older 30-day test
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specification and the current 20-day ASTM test specification.
Results of this analysis, Table 23, revealed two salient points
in terms of the objectiveées of this contract.

First, all of the 7050 extrusions aged 15 hours at 325°F
or longer developed a short-transverse resistance tc¢ stress-
corrosion cracking that was substantially higher than that expected
of 7075-T6é. Whereas 100 percent and 97 percent of the 7050 test
specimens aged 15 hours survived the 20 and 30-day specifications,
respectively, at a stress level of 25 ksi, and 100 percent of the
7050 specimens aged 20 hours or longer survived both periods,
no 7075-T6 test specimens exposed at this stress level would be
expected to survive. Moreover, comparing the 72.6 to 81.0 ksi
longitudinal yield strengths of the 7050 extrusions aged in this
manner with the 72 ksi guaranteed loncitudinal yield strength of
7075-T651X extrusions indicates that the goal of developing
strength equal to that of 7075-T6 with improved resistance to
stress-corrcsion cracking can be realized with 7050 extrusions,for a
wide range of fabricating ccnditions and section geometries.,

Seconé, all cf the 7050 extrusions aged 32 hours at 325°F
developed a resistance to stress-corrcsion cracking in the ac-
celerated test that was comparable to that of 7075-T73 in that no
specimens failed the 30-day exposure at a stress level of 45 ksi.
The 63.7 to 71.8 kei longitudinal yield strengths of the 7050
extrusions aged in this manner are sufficiently abcve the 59 ksi
guaranteed yield strength of 7075-T7351X extrusions to indicate

that 7050 extrusions can meet the goal of developing higher
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strength than 7075-T73 at comparable resistance to stress-corrcsion
cracking.

(2) Probit Analysis - A 30-day exposure period was selected

fcr nultivariable probit analysis of the effects of the fabricating
conditions and section geometry on stress-corrosion test performance.
This method of analysis is used to evaluate mean stress-ccrrosion
resistance.® The criterion that results from this analysis is
called mean critical strength. The higher the mean critical strength,
the more favorable the combination of strength and resistance to
stress-corrosion cracking. Mean critical longitudinal yield strength
was used as the basis for comparison of effects of extrusion tempera-
ture, extrusion ratio, and section aspect ratio. Results of the
analysis (Table 24) indicate that aspect ratio was the most important
factor affecting the combination of yield strength and stress-
corrosion resistance that could be developed. The l.5-inch x 7.5~
inch extrusions (aspect ratio 5) had to be aged to a strength 5
ksi lower than that of the 2.75-inch x 4.0-inch extrusions (aspect
ratio 1.45) to develop comparable resistance to stress-corrosion
cracking. Extrusion ratio had no detectable effect, but extrusion
temperature h;d a noticeable effect. Increasing the extrusion
tenperature from the low level of 600°F to 800°F increased the mean
critical yield strength by as much as 4 ksi.

The effects of aspect ratio and extrusion temperature on
the combination of yield strength and resistance to exfoliation
corrosion that can be developed in alloy 7050 extrusions are

attributed to their effects on grain morphology. Whereas the
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grain koundaries of the 2.75-inch x 4.0-inch extrusions (lower
aspect ratio) were very irregular, Figure 13a, the grain boundaries
of the 1l.5-inch x 7.5-inch extrusion (high aspect ratio) were much
straighter, Figure 13b. Because exfoliation attack and stress-
corrosion cracks cculd easily proceed along the straight boundaries
but would be forced to follow a tortuous path along irregular
boundaries, the resistance to corrosion and stress corrosion of

the material having the irregular houndaries would be higher. 1In-
creasing the extrusion temperature of the l.5-inch x 7.5-inch
extrusions modified the grain boundaries, particularly in the
transverse plane perpendicular to the extrusion direction, Figure 14,

(3) Failure Time:Yield Strength Regression - A relationship

of the form, 1ln tf = A + B(YS), was used to relate specimen failure
time, tf, to longitudinal yield strength, ¥YS. Inspection of the
data prior tc regression analysis revealed three separate relation-

ships between fracturec time and yield strength. 1In the high-

strength region (short overaging times), fracture times were shorter
than about one week and were essentially independent of yield
strength. In the low-strength region (long overaging times),
fracture times were generally longer than 40 days and increased
little with decreasing strength. In the intermediate strength
region, fracture times were intermediate and log fracture time
increased linearly with decreasing yield strength. The results

of tests of specimens in the intermediate strength range were used
in the regression analysis to determine the effect of yield strength

on fracture time. The best estimate of the yield strengths of the
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1.5-inch x 7.5-inch (high aspect ratio) and the 2.75-inch x 4.00-

inch (low aspect ratio) extrusions that would have fracture times

that equaled 30 days (Table 25) confirms the probit analysis in
that the high aspect ratio extrusions had to be overaged to lower
strength to develop similar average SCC test performance. Ad-
ditional statistical analyses, however, could not reject the
hypothesis that aspect ratio had noc effect on yield strength at
which there is a high probability that time to fracture for almost
all specimens would pass a 30-day exposure period. Mary more
tests would have to be performed to determine with high confidence
whether extrusions with low aspect ratios could be overaged a
lesser amount (higher strengths) and develop in the long-run equiva-
lent SCC test performance to high aspect ratio extrusions. 1In the
interim, it would seem prudent to base aging practices for all
extrusions on the most conservative case, i.e., high aspect ratio
extrusions.
(3) Conclusions

Conclusions regarding effects of fabricating practice on
properties of 7050 extrusions can be summarized as follows.

l. Extrusion temperature within the range possible in the
fabrication of wide, heavy extrusions & 750 to 800°F) has no effect
on metallurgical structure, mechanical properties, and resistances
to stress-corrosion cracking and exfoliation corrosion. Con-
sidering the wider range of temperature (~600 to 800°F) possible
in extruding smaller sections, however, higher extrusion tempera-
ture favored more attractive combinations of strength, notch

toughness, and resistance to stress-corrosion cracking. Maximum
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extrusicn spreed usually decreaseos with increasing temperature,
hcwever, so productivity will decrease and costs will increase
with increasing extrusion temperature. Consequently, any Lenefit
must be assessed on a cost effectiveness basis.

2. Extrusion ratio also had an effect on the combination of
strength, toughness, and resistance to stress-ccrrosion cracking
that can be developed. Eich extrusion ratios are favorable. For
many shapes, however, extrusion ratio cannot be varied. For
others, econcrics usually dictate the choice.

3. Section ceometry had a larger effect than fabricating
variables, Sections having low aspect ratics develop more
attractive combinations of strength, toughness, and resistance to
exfoliation corrosicn ancd stress—-corrosion cracking.

4. Extrusions aged 15 hours at 325°F developed longitudinal
yield strcngths comparable to those of 7075-T6€51X extrusions, a
resistance to exfoliation corrosion that is predicted to be
excellent in natural environments, ané 2 resistance to stress-
corrosion cracking in the critical short-transverse directicn that
is far superior to that cf 7075-T6. Extrusions aged 32 hours at
325°F developed combinations of strength and resistance to stress-
corrosion cracking that exceeded those of 7075-T73.

b, Heat Treating

The solution heat treatment conditions for 7050 extrusions
were previously established, so heat treatment work was confined to
aging. That resistances to stress-corrosion cracking and exfolia-

tion corrosion of Al-Zn~-Mg-Cu alloy products increase with aging
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time beyond peak strength at temperatures above about 300°F has
been established for years, and alloy 7050 is no exception.
Quantitative relationships between the degree of overaging and the
level of resistance of 7050 extrusions, however, were neeced.
Consequently, aging conditions which will produce desired levels of
strength and corrosion characteristics were determined during

this contract.

In the early stages, an attempt was made to use a
laboratory solution heat treated and unstretched extrusion to
correlate second-step aging time at 325°F with strength and
resistances to exfoliation corrosion and stress-corrcsion crackinc.
Subsecuent unreported work funded by the contractor indicated, how-
ever, that stretching had an effect on aging kinetics as well as
on the combination of strength and resistance to stress-corrosion
cracking that was developed in 7050 extrusions. Consequently, the
work with unstretched extrusions, presented in progress reports,
will not be repeated in this final report.

The approach finally used to recommend aging practices
was to combine data from this contract with unreported Alcoa data
on stretched extrusions and correlate longitudinal yield strength
achieved by overaging with resistances to stress-corrosion cracking
in the short-transverse direction and to exfoliation corrosion.
Then aging practices which would produce the desired resulfs were
calculated from knowledge of the cveraging kinetics.

Analyesis of the data indicated that the combination of

strength and corrosion characteristics that would be developed
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depended to a large extent on extrusion shape. Wide, thin (<~2")
extrusions had to be overaged to lower strengths to develop the
same corrosicn characteristics as narrow, thick sections. Interim
reports suggested tlLat different strength levels (and, therefore,
aging practices) ke estaklished for 7050 extrusions on the basis of
aspect ratio, but this approach is not recommended at this time.
Instead, aging practices were selected that give high confidence
that 7050 extrusions of any shape will develop the level of
strength and have the resistances to stress-corrosion cracking and
exfcliation cerrcsion that is specified for a particular tenper.
Preliminary analyses of the longitudinal yield strength
and stress-corrosion test data indicated that the maximum longitu-
dinal yield strength of wide, thin 7050-T7351X extrusions
should be no greater than about 73 ksi to provide higk confidence
that short-transverse specimens would survive 30 days in the alter-
nate immersion test at a stress level of 45 ksi. Preliminary
analysis of the longitudinal yield strength and exfoliation test
data indicated that the maximum longitudinal yield strength of
wide, thin 7050-T7651X extrusions should be no greater than
akout 78 ksi to provide high confidence that test panels would
display an acceptable degree of exfoliation (<E-B in the EXCO test).
Knowledge and application of tiie aging kinetics of 7050
provided the ability to predict aging conditions required to
develop the desired strength. The kinetics of the decrease in

yielc strength on overaging 7050 at temperatures in the 300-360°F
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temperature range have been described analytically by the following

equation.’

YS = 4 exp - t/FYs ' (1)

)

where: ¥YS yield strength, ksi, after agint for any time, t, in hours,

a = factor which depends on composition, fabrication
practices, and test direction,
- 32562
Fyg = 1.45 x 10 16 exy T;;ga), (2)
where: T = aging temperature, °F.

During commercial precipitation heat treatments, the time
required to heat to the soak temperature may be longer than the socak
time, so effects of heating tire on properties must also be con-
sidered. For alloy 7050 in overaged tempers, the ﬁet effect of
the precipitation during heating is to decrease strength relative
to that oktairied cn material heated at faster rates even though
strength is initially increasing during the heatup.

Because the 300 to 360°F overaging reactions are isc-
kinetic, i.e., differ only by a time factor, effects of heating
through this temperature range to the maximum artificial agirg
temperature are additive. The solution of the following equation
estimates the decrease in yield strength of overaged 7050 at-
tributable to precipitation during heating:

"~ ts

! dt

YS loss = o |1 - exp ~
| e 38
o

' (3)

——
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where: t time at start of heating,

C

ts

time at erd of heating.

Yield strength after any type of heating curve follcwed by an iso-
thermal precipitation heat treatment can be estimated by combining
effects of heating to the aging temperature and soak time at the

aging temperature:

| s at
YS = o exp - t/Fyo = aexp - t /Fyo+ \ ?;; ' (4)
: ENE

where: tc = hold time at constant temperature.

Equation (4) provicdes the basis for selecting a nominal aging time,
t, to provide the desired yield strength and gives the furnace
operator a method cf compensating for heating rate and for dif-
ferences in soak temperature between that desired and attained.
The effects of neglecting to compensate for soaking at
temperatures other than at 350°F can be large. For example, the
calculated difference in strength between 7050 extrusions soaked
8 hours at either 345°F or 355°F is ~7 ksi, #.ad the calcylated
difference ir strength between 7050 extrusions soaked 8 hours at
either 34C°F or 260°F is ~14 ksi. Neglecting to compensate for
tire spent during heating to the soak temperature will increase
the variability. 2lcca has patented* a process for compensating
for precipitation during heating and for soaking at temperatures

different from the set point.

¥USP 3645804,
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The appropriate aging times at 350°F to develop strengths
5 ksi below the estimated maximums of 78 ksi for 7050-T7651X and
73 ksi for 7050-T7351X were estimated using the fcllowing re-

lationship:

YS = o exp - (t/41.€9), (5)

where: YS = yield strength after aging for time, t, in kours,

a = estimated to be a mean of 89.5 ksi for 7050
extrusions from analysis of a variety of tests.

Solving this equation for t gives values of 8.5 and 11.5 hours
aging times for YS of 73 and 68 ksi (5 ksi below the estimated
maximum for T7651X and T7351X), respectively. Rounding off gives
estimates of 8 hours at 350°F for 7050-T7651X and 12 hours at
350°F for 7050-T7351X.

In conclusion, the equivalent of 8 and 12 hours at 350°F,
respectively, are indicated to be initial cuidelines for second-
step aging practices for 7050-T7651X and T7351X extrusions. Failure
to compensate for aging during heatup and for soak temperatures
that are more than a few degrees from the nominal soak temperature
can lead to the development of strengths which are either higher

or lower than acceptatle.

III. PRODUCE EXTRUSIONS
l. Ingot Castin

Sufficient 25-inch diameter ingots were cast ir Phase I

so that no additional ingots of this size were required to produce

the extrusions needed for Phase 1I.
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The 35-inch diameter ingots were cast using Alcoa's
proéduction level-pour mcld (Figure 1). The metal was melted in
a 60,000-1b melting furnace and transferred to a 60,000-1b holding
hearth. There was no metal treatment or grain refinement in the
holcing furnace. During casting, the metal passed through Alcoa
528 (U.S. Patert 3,373,305) and 181 (U.S. Patent 3,039,864) process
units to filter out solid foreign material and remove hydrogen
just before the riolten metal entered the molds. The metal was grain
refined using Fawecki TIECOP rod in the transfer system. The ingots
were cast two at a time.

For each drop, the metal was permitted to flow slowly
into the water-cooled mold for three minutes before the platen was
started down. Water was applied to each mold at 140 gpm. This
water was allcwed to flow down the surface of the ingot for ten
inches and then was completely removed. The metal depth above the
water-cooled steel starting block (Figure 2) was approximately four
inches when the starting casting rate was initiated. The initial
8.5 inches of ingot was cast at 0.6 ipm and then the bottom block
cooling was turned off and the casting rate was increased to 0.7
ipm, At this stage, the ingot butt was approximately half way
between the bottom of the mold and the wiper. These conditions of
casting speed, water volume, and wiper location set up an ingot
surface equilibrium temperature of 430°F.

This equilibrium temperature is determined by the flow
of heat from the hot ingot center into the water-cooled ingot

shell. As a result of all the cooling water being removed by the
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wiper locatec ten inches kelow the mold, the equilibrium tempera-
ture was achieved eight to ten inches Lelow the wiper. This
reheatiny of the water-cooled ingot shell relieved stresses that
developed in the ingot during solidification.

A total of sixteen ingots approximately 180 inchkes long
were cast using the practices shown in Table 26. Eleven of the
ingots contained at least 152 inches of crack-free metal. A
typical ingot is shown in Figure 15.

As noted in the remarks column of Table 26, all excert one
of the usable ingots contained short butt cracks of the shear type.
Minor modifications in the casting practice will eliminate these
nuisance-type cracks. Since a substantial butt crop is required
on this type of ingot, very little metal was lost as a result of
this type of cracking.

An etched slice taken from a representative ingot revealed
an equiaxed grain structure which was somewhat coarser in the
center of the ingct., The ASTM macro grain size at various
locations was: M 11.9 outside, M 9.3 mid-radius and center. A
d ' penetrant examination revealed a small amount of fine porosity.
We noted zero voids/sq in. at the outside, 12 voids/sq in. at the
mid-radius, ané 20 voids/sq in. at the center. A metallographic
examination showed a relatively fine dendritic structure for a
large ingot. The dendrite arm spacings measured at the locaticns
noted were: 0.0020 inch cne inch from surface, 0.0030 inch mid-
radius, 0.0020 inch center. These guality control tests all

indicate the ingot was sound and suitable for further fabricaticn.
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The necessity tc alter the casting practice for the 35-inch
diareter prcductior ingot after the original success in the lakora-
tory and the plant during Phase I warrants further explanaticn. &2s
previously explained, a casting practice requires a balance of
several interrelated factors. There is never a single unique
practice for a givern alloy and size. As a result, failure of
casting practices to reproduce is not an uncommon occurrence.
Establishing ar acceptable plant practice requires firding a set
of conditions which afford sufficient safety factor to perrit
cormercial recoveries in a production plant environment. Apparently,
the first set of casting cornditions were adequate in the laboratory
and in the plant when "things were just right." The seconda set of
casting parameters were necessary to establish a real world pro-
duction practice which requires a little less control than the
original castiny practice.

2. Extrusion and Heat Treatment

The extrusions for MIL-HDBK-5 testing were produced in
three stages: (1) 7050-T7351X extrusions from a 21-inch diameter
cylinder, (2) 705C-T7651X and 7050-T7351X extrusions from 25 and
29-inch diameter cylinders, (3) additional C5A wing plank 7050-T7351X
extrusions.

a. 2l-Inch Diameter Cylinder

Five extrusions were produced from 25-inch diameter ingot
scalged tc 21 inches and preheated 4 hours at 860-880°F plus 36

hours at 880-S0C°F. Billets were extruded into two aircraft sections
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ané three rectangles (l.5-in. x 7.5-in., 3.5-in. x 7.5-in., and
5.0-in. x 6.25-in.) (Figures 16 and 17) using the practices in
Table 27.

All of the extrusions were solution heat treatec in the
same furnace load for 80 minutes soak at 890-900°F and quenchec by
immersion in cold water. All were stretched 1 to 3% permanent set.
Subsequent straightenirg was not performed. \

Because these extrusions were aged prior to the develop-
ment of a guideline for aging 7050-T7351X extrusions, the practice
was selected by estimating from available data. A practice of 24
hours at 240-255°F followed by the equivalent of 31 hours at 320°F
was selected. Plant quality control tensile tests (Tablc 28) showed
that longitudinal yield strengths were about 1 to 4 ksi below the
desired maximum of 73 ksi.

The finished extrusions were inspected per MIL-I-8950,
Class A and all were acceptable.

b. 25 and 29-Inch Diameter Cylinders

These extrusions were produced from 25-inch and 35-inch
diameter ingots preheated 16 hours at 860-880°F plus 36 hours at
880-900°F. The 35~-inch diameter ingots were scalped tc 29-inch
diameter billet and with the 25-inch diameter ingots were extruded
into five aircraft shapes (Figures 18 through 22) using the practices
in Table 29. An extra extrusion of section 900102 vwas produced full
length to demonstrate the capability of fabricating the widest and

thickest extrusions needed for the proposed CS5A wing modification.
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All of the extrusions were heat treated for 80 minutes at
£90-900°F, guenched into cold water, and stretched 1 to 3%. The
extra length of 900102 was joggled (kinked) per Figure 23.

Six of the extrusions were subsequently aged using the
equivalent of & hours at 350°F following a first-step of 24 hours
at 240-255°F. Discounting results from the rear of one of the
extrusicns (extrusicn hac kegun to recrystallize at test specimen
location), plant tensile tests (Table 30) confirmed that 8 hours
at 350°F was an appropriate second-step aging practice for 7050-
T7651X extrusions. The mean longitudinal yield strength of
specimens taken from the front and rear was 73.3 ksi (73 ksi target).

The reriaining six extrusions were aged 24 hours at
240-255°F followed by the equivalent of 12 hours at 350°F. Plant
test results (Table 30) indicated that the time of the second step
riay be slightly short for aging 705C-T7351X extrusions. The mean
longitudinal yield strength of specimrens taken frca the front and
rear was 69.2 ksi (68 ksi target). Two of the extrusions, howvever,
had yield strengths slightly higher and/or electrical conductivities
slightly lower than preliminary analysis suggested were appropriate
for 7050-T7351X extrusions. Consecquently, they were aged the
equivalent of an additional 4 hours at 350°F, and mean strengths
drcpped to 68.5 ksi.

The extrusions were ultrasonically inspected at the plant
per MIL-I-8950, Class A. All of the extrusions met this level

excegt two l0-foot lengths of section 291812 which were suspect.
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Cc. Additional C5A Wing Plank Extrusions

Ten ingots were preheated as described in the precedinc
section. Full length, 29-inch diameter x 76-inch billets were
extruded at 740°F to 790°F with a cylinder temperature of 800°F.

Five of the Lkillets were solution heat treated one hour
at 890-900°F and quenched in cold water. Pieces 17 and 19 were
heat treated in one load, and pieces 20, 21, and 24 were heat
treated in ancther load. The solution heat treated extrusions were
stretched 1-3%, sawed to 21 feet lengths, and joggled on one end
within four hours of cuenching.

The heat treated extrusions were ultrasonically inspected
using standaré procedures, ané all met the requirements of MIL-I-
8950, Class A.

The front and rear 2l-foot sections of the solution heat
treated panels were artificially aged 4 hours at 240-255°F plus the
equivalent of 12 hours at 150°F. The front lengths were aged in
one lcad and the rear lengths in another.

Longitudinal tensile prcperties and electrical conduc-
tivities were determined at the plant (Table 32). Mean longi-
tudinal yield strength was 65.6 ksi. DJespite the differences in
composition, solution heat treatment batch, age load, and test
location, the range in strengths was small (63.6 to €6.8 ksi yield
strength and 74.4 to 76.7 ksi ultimate tensile strength). The
electrical corductivity values fell within the band of yield
ctrength versus electrical conductivity that had previously been

observed for 7050-T7XXX extrusions.
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IV. EVALUATE

l. Composition

The compositions of all extrusions were well within the
limits of 5.7-6.7% 2Zn, 1.9-2.6% My, 2.0-2.6% Cu, 0.08-0.15% 2r,
0.15% max Fe, and 0.12% max Si (Tables 33, 34, and 35). The means
and estimates of the standard deviation for the major alloying
elements were 6.19%, 0.17% (Zn); 2.19%, 0.09% (Mg); and 2.23%,
0.11% (Cu). The means agreed favorably with the nominal 6.2% Zn,
2.25% Mg, and 2.3% Cu, and the estimates of the standard deviations
suggest that future problems in meeting these limits will be
minimal. Impurity contents ranged from 0.08 to 0.13% Fe and 0.04

to 0.10t Si, while Zr content ranged between 0.09 and 0.11%.

2. Ultrasonically-Detected Discontinuities

Tests were made on the two ten-foot lengths of section
291812 which were suspect on the basis of plant ultrasonic tests.
The two lengths were reinspected a. Alcoa Laboratories, and the
indications did not exceed Class A of MIL-I-8950 (Tables 36 and 37).
The locations of all indications exceeding 20% of that made by a
test block having a 3/64-inch flat bottom hole at comparable metal
distance were marked cn the surface c¢f the extrusion, and longitu-
dinal and long-transverse tensile and axial-stress fatigue specimens were
machineé to position the discontinuity in the approximate center of
the gauge length. These specimens were re-ultrasonically inspected
after rough preparation to confirm that the discontinuity was present

in the specimen. The transverse tensile blanks did not contain
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discontinuities. Table 38 shows the results of the ultrasonic
inspection of the specimen blanks ard correlates these data with
those obtained on the extrusions. The specimen blanks contained
discontinuities classed as 3-, 3, and 3+. Discontinuities of this
size whose centers are not closer than one inch are permitted in
MIL-I1-8950, Class A.

Table 39 presents the results of the tensile properties.
The differences between yield and tensile strengths and the elonga-
tion and reduction in area values indicate that the presence of a
discontinuity had no effect.

The axial-stress fatigue data are plotted in Figure 25with
data obtained on specimens which contained no discontinuities. They
show no effect of discontinuities on fatigue life.

3. Design Mechanical Properties

a. Tensile, Compressive, Shear and Bearing

(1) Procedure

Tensile, compressive, shear, and bearing tests were made
using the smallest suitable range of an Amsler 20,000-1b (type
105XBDA58), an Olsen Electomatic 30,000-1b, an Olsen Super-L
20,000-1b, or a Southwark-Tate-Emery 50,000-1b capacity Universal
Testing Machine. The accuracy of these machines was always within
that required by ASTM Method E4.8

In general, the test specimens were the same as those used
in previous investigations of plate, extrusions, and forgings,?"1%
Single tests of each type of specimen were made. Longitudinal

specimens were taken in the locations specified in ASTM B557!5 and
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long-transverse and short-transverse specimens were taken from the
center of the width and thickness of the predominate part of the

section.

Tensile tests were made in accordance with ASTM E8!®
with 1/2-in. diameter tapered seat specimens, except where it was
necessary to use subsize round specimens (Figure 26). The yield
strengths were determined from autographically recorded load-strain

diagrams.
Compressive tests of cylindrical specimens (Figure 27)

were made in accordance with ASTM E9!7 using a subpress (Figure 3
of ASTM E9). The yield strengths were determined from autographi-
cally recorded load-strain diagrams.

Shear tests were made of cylindrical specimens (Figure 27)
in an Amsler double-shear tool in which a l-inch length is sheared
from the center of a 3-inch long specimen, the end thirds being
supported throughout their length.!® 1In the tests of longitudinal
and long-transverse specimens, the loads were applied in the
directior normal (ST) to the major surface of the extruded shape;
in the tests of short-transverse specimens, the loads were applied
in the longitudinal direction.!8

Bearing tests were made in accordance with ASTM E238!1°
using flatwise longitudinal and long-transverse specimens of the
type shown in Figure 28. The bearing ultimate and yield strengths
were determined at edge distances of 1.5 and 2.0 times the pin
diameter. The bearing yield strength was obtained by determining

the load at a permanent deformation of 2 percent of the pin diameter
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as indicated on an autographic load-deformation diagram. The
specimens and test fixtures were cleaned ultrasonically as pre-
scribed in ASTM E238.
(2) Results and Discussion

The results of the tensile, compressive, shear, and
bearing tests for the five lots of 7050-T7651X shapes are shown in
Table 40 and those for the 7050-T7651X shapes tested on a NASC
contract are shown in Table 4l1. The corresponding results for the
7050-T7351X shapes are shown in Table 42 (section area <43 in. %)
and Table 43 (section area 61 to 66 in.?). The longitudinal
tensile properties of all shapes met applicable tentative minimum
values, 20

For a particular temper, level of properties derended on
type of test, section thickness, and test direction. The longitu-
dinal tensile ultimate and the longitudinal tensile and compressive
yield strengths increased a few percent, and the corresponding
long-transverse tensile ultimate and yield strengths decreased as
much as 8 percent as the section thickness increased; the long-
transverse compressive yield strengths decreased little, if any,
with thickness. The small amount of short-transverse data indicated
the same general trend with thickness as the corresponding long-
transverse data. The longitudinal tensile elongation values
decreased slightly with increasing thickness while the long-
transverse and short-transverse elongation values decreased to a
greater extent. As with extrusions in other alloys, the long-

transverse elongation values tended to approach those of the
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short-transverse direction as the aspect (width-to-thickness) ratio
decreased. There was no significant decrease in shear strengths
with increased thickness for the T7651X temper, but a few ksi
decrease for the T7351X temper. Bearing properties in general
showed little decrease with thickness, at most an average of 7 ksi.

Effect of temper on the level of properties developed
depended mainly on the property and on the test direction. The
differences in tensile strength levels of the two tempers were in
a range from 4 to 6 ksi for ultimate strengths and 5 to 8 ksi for
tensile yield strengths; the largest and smallest spread was in the
longitudinal and short-transverse properties, respectively. The
spread in compressive yield strengths averaged about 8 ksi. The
only significant differences in elongation values were in the mid-
to-thick range of the long-transverse and short-transverse directions:;
the elongation values for the T7351X temper were up to twice those
of the T7651X temper. Differences in shear strengths averaged
about 3 to 6 ksi, and bearing property differences averaged from
8 to 12 ksi.

Sections 900102 (C5A panels) and 291812 (cross-sectional
area, 61 to 66 in.?) e;hibited a relatively high level of tensile
and compressive properties compared to those of the shapes of
smaller cross-sectional areas having comparable section thicknesses.
Generally, the longitudinal and short-transverse strengths averaged
only 3 to 5 ksi lower than, and the long-transverse strengths about

equal to, those of the smaller shapes. The corresponding shear and
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bearing properties were generally in the same range as those of the

smaller shapes.

b. Stress-Strain, Compressive Tangent-Modulus Curves, and
Modulus of Elasticity

(1) Procedure

Tensile and compressive stress-strain tests were made of
longitudinal, long-transverse, and when possible, short-transverse
specimens from representative lots of each temper. The tests were,
in general, conducted in accordance with ASTM E111.2! The tensile
and compressive specimens were of the type shown in Figures 26 and
27, respectively.

Loads were measured with Revere Super Precision-type load
cells having an accuracy, traceable to the National Bureau of
Standards, of 0.1 percent of rated output. Strains were measured
with Micro-Measurements Type CEA-13-062UW-350 ana CEA-13-125UW-350
strain gauges. These gauges have a gauge factor accuracy of 0.5
percent and a resistance accuracy of 0.3 percent. Overall accuracy
of the load measurement was 0.5 percent of reading or 0.25 percent
of full scale, whichever was larger. Strain measurement accuracy

was 0.7 percent of reading or 0.5 percent of full scale, whichever
was larger; the accuracy of the gauges was well within the re-

quirements established for Class Bl extensometers in ASTM E83.22

The tests were carried beyond the yield strength of the
material. The stress and strain signals were recorded on a Mosley
X-Y recorder for monitoring purposes and in computer storage. The
modulus of elasticity values were determined from Tuckerman analysis

plots of each test as described in ASTM Elll. Typical (and average
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for the T7351X CSA panels) tensile and compressive stress-strain
curves were developed for each temper by methods equivalent to
those outlined in MIL-HDBK-5 Guidelines.?3 The compressive tangent-
modulus curves were developed from the typical and average com-
pressive stress-strain curves. The data obtained on an NASC
contract for the T7€51X temper were also included to establish
the typical curves.?>
(2) Results

The results of the tensile and compressive stress-strain
and modulus of elasticity tests are summarized in Table 44. The
modulus of elasticity values averaged about the same for both
tempers. The nominal values were 10.3 x 103 ksi in tension and
10.7 x 103 ksi in compression. 1In tension, the longitudinal values
averaged 0.5 percent lower, long-transverse values averaged 1.6
percent higher and the short-transverse values average 1 percent
lower than the nominal value of 10.3; in compression, they averaged:
longitudiral - equal to, long-transverse - 3 percent higher than,
and short-transverse - 1.2 percent higher (T7651X) and 0.4 percent

lower (T7351X) than the nominal value of 10.7
The typical stress-strain and compressive tangent-modulus

curves were developed for two thickness ranges of each temper,

<1.999 in. and 2.000 to 5.000 in. areas 43 in.2., These are shown

in Figures 29 and 30 for the T7651X and Figures 31 and 32 for the
T7351X shapes. The typical longitudinal tensile yield strengths

were based on production data, and the yield strengths for the other
curves were established from the average ratios of the yicld strengths
in Tables 40 through 43 and the corresponding typical longitudinal

tensile yield strength.
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Average stross-strain and compressive tangent-modulus
curves are shown in Figure 33 for the 7050-T7351X extruded CS5A
panels since there is presently insufficient production data to
establish typical longitudinal tensile yield strengths of shapes of
such large cross-sectional areas. These curves are based on the
average of the properties shown in Table 43 for the six lots of
CSA panels (section 900102) and stress-strain tests of two of these
lots.

(3) Conclusion
The modulus of elasticity values for 7050-T7351X are

comparable to those of 7050-T7651X. The average values are
10.3 x 103 ksi in tension and 10.7 x 103 ksi in compression.

C. Derived MIL-HDBK-5 Properties

The ratios among the tensile, compressive, and shear
properties are shown in Table 45 for the T7651X temper and Table 46
for the T7351X temper; the corresponding bearing/tensile ratios are
shown in Tables 47 ana 48, respectively. The ratios computed for
the samples with cross-sectional areas 61 to 66 in.? were not
included in the statistical analyses of ratios of samples <43 in.2,
The ratios of the former, when plotted versus thickness, were in

most instances higher than those of the latter; an exception

was the longitudinal compressive ratios, CYS(L)/TYS(L), which were
slightly lower. Consequently, ratios for 13 lots of the T7651X
temper, <43 in.2, eight lots of the T7351X, <43 in.?, and seven
lots of the T7351X, 61 to 66 in.? were analyzed statisticailly. Two
lots were not sufficient for analysis of the T7651X, 61 to 66 in.2.
Ten lots are necessary for acceptance of derived properties in

MIL-HDBK-5.
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The distribution of the ratios, number of ratios (n),
nean ratios (R), intercepts and slopes of the regression lines (a
and b, respectively), and the standard deviations (oﬁ) are shown in
Table 49 for the T7651X, <43 in.?, Table 50 for the T7351X, <43 in.?,
and Table 51 for the T7651X and T7351X, 61 to 66 in.2. The
statistical analyses of the ratios were made by procedures outlined
in Chapter 9 of MIL-HDBK-5, Guidelines for Presentation of Data.?3
A regression analysis of each group of ratios was made to determine
whether the ratios showed correlation with thickness; where such
correlation was indicated, Min. R values were selected which cor-
respond with the lower limit of the confidence band around the
regression line at the highest end of each respective thickness range.
When no correlation was indicated, a single value of Min. R was
selected for all thicknesses. Regression was indicated for all
groups of ratios with the exception of CYS(L)/TYS(L) ratios of both
tempers, <43 in.? cross-section area. Also, an analysis of the
ratios for the seven lots of the T7351X temper, 61 to 66 in.?,
was made. The minimum ratios for the T7651X and T7351X shapes are

shown in Tables 52 and 53, respectively.

Since no grain directions are shown for shear and bearing
minimum properties in MIL-HDBK-5 and data were obtained for more
than one direction, the loﬁest of the longitudinal or long-transverse
Min. R were used to establish the derived properties. The few
short-transverse shear tests made of the thicker shapes indicate
that the shear strengths for this direction were somewhat lower

than those for the other two directions. This is also the case for
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other alloys and products. The longitudinal and long-transverse
shear data were used to establish the derived shear minimum values
so as to be consistent with procedures used for other alloys and
products.

The MIL-HDBK-5 mechanical properties are shown in Tables
54 and 55, respectively, for the T7651X and T7351X extruded shapes.
These values were based on the ratios for shapes having cross-
sectional areas <43 in.?. Those for the T7351X temper were based
on tests of eight lots, two less than required by MIL-HDBK-5 Guide-
lines. No limitations in product size have been indicated in Tables 54
and 55; more production tensile data are needed in order to establish
such limits. No minimum longitudinal tensile properties have Leen
established for the shapes with large cross-sectioral areas and,
therefore, a MIL-HDBK-5 table of design properties could not be
developed. Addéitional data, over a wider thickness range, is also
necessary to meet the ten lot requirement.

In the previous discussion, it was pointed out that the

longituainal tensile ultimate and yield strength increased as the

section thickness increased. All the other properties, with the
exception of the longitudinal compressive yield strengths, showed
little or no change or a small decrease in strength with
increasing thickness. The longitudinal tensile properties were
used as the base properties for calculating the ratios, i.e., they
were the denominator values and the others the numerator. The
increase in the longitudinal tensile properties, indicated by the

test data, were not reflected in the corresponding minimum longi-
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tudinal tensile properties toc which the reduced ratios were applied
to obtain the derived minimum properties. Consequently, the de-
rived minimum properties generally indicate larger decreases in
strength than those indicated by the test data. In the case of

the longitudinal compressive yield strengths, which increased with
thickness, the corresponding derived minimum properties show no
change with thickness. If the test data for the longitudinal
tensile properties are indicative of the strength levels to be
obtained from current and future production, revisions of the minimum
properties would seem appropriate when sufficient data are obtained.
Consequently, the derived properties would then be brought more in

line with the capabilities of the material.

(1) cConclusion
The ratios among the tensile, compressive, shear, and
bearing properties for the section with cross-sectional areas of
€1.53 (C5A panels) and 65.37 (section 291812) in.? are, with the
exception of the longitudinal compressive yield strengths, higher

than those of the smaller shapes in the same thickness ranges.

4. Fracture Toughness

a. Procedure

Duplicate fatigue~cracked compact fracture toughness
specimens of the type shown in Figure 34 were used to determine the

plane-strain stress intensity factor, Kio? of each lot of extruded
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shapes. The specimen orientations, shown in Figure 35, dimensions,
notches, fatigue cracking, and testing procedures were essentially
in accordance with ASTM E399-4.2" The specimens were fatigue
cracked by axial locading in Krouse fatigue machines. The test
setups for fatigque precracking and fracture toughness testing are
shown in Figures 36 and 37, respectively. The tests were made in a
30,000-1b capacity Olsen Electomatic Testing Machine, and plots of
load versus crack-opening displacement were recorded using a
Mosley X-Y recorder. Candidate values of critical plane-strain
stress-intensity factor, KQ, were calculated using the load at 5
percent secant offset which is equivalent to about 2 percent of
crack extension. If all the validity criteria specified in ASTM

Method E399-4 were met, the candidate value was designated as KIc'

b. Results and Discussion

The results of the fracture toughness tests for the five
lots of 7050-T7651X shapes are shown in Takle 56 aqd those for the
7050-T7651X shapes tested on an NASC contract> are shown in Table 57.
The corresponding results for the T7351X shapes are shown in Table 58
(section area <43 in.?) and Table 59 (section area 61 to 66 in.?).

The K, values which failed to meet, but were very close to meeting,

Q
any one of the validity criteria specified in ASTM Methcd E399-74
are indicated as meaningful values, i.e., the values are a good

indication of the KIc value. All results are summarized in Table

60.

The K - values versus thickness are plotted in Figure 38;

I
meaningful values are plotted as valid. As anticipated, material

in the lower strength T7351X temper generally developed higher
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toughness. For the L-T orientation, the T7651X values indicated a

decrease in K - from a level of 38 ksivin. to a level of 26 ksivin.

I
with increasing thickness from 1 in. to 5 in. For the T7351X
temper, however, no significant change in toughness was indicated;
K;. was constant at a level of about 40 ksiv/iIn. For the T-L
orientation, the sections in the T7351X and T7651X tempers were 38
and 32 ksivin., respectively, for sections less than 1 in. The Kic
values of material in both tempers decreased progressively with
increasing thickness to levels of 23 and 17 ksi for the 5-in. thick
rectangles. The data for the S-L orientation indicated that
material in both tempers developed comparable toughness in

sections less than 2-in. thick (20 to 26 ksiv/in.). In thicker
sections, KIc values of material in the T7651X temper decreased

to a level of 16 to 18 ksivin., but, as with the L-T data, the
T7351X indicated no change in toughness with thickness. The
toughness levels of the large shapes (61 to 66 in.?), most of

which were the C5A panels, were generally equivalent to those of

the small shapes.

The K values versus tensile yield strengths are plotted

Ic
in Figure 39. Data for some other shapes, aged to various levels

of yield strength, are also shown and extend the range of values
beyond those obtained in this contract. Generally, the 7050 shapes
exhibited a high level of toughness while maintaining yield strengths

at the higher r :rength end of the range indicated for commercially-

established alloys. (About 90 percent of the data for the
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commercially-established alloys fall in the lower half of the
band for the L-T orientation). Excluding the icts from Producer
B and the 3.5 x 7.5 and 5.0 x 6.25-in. shares, the T-L and S-L
data fall above these ranges. The relatively low values obtainec
for 3.5 and 5.0-in. thick shapes are related to the low aspect
ratio of the shapes. As the width to thickness ratio decreases,
the T-L KIc values approach those of S-L values.

The connected open squares in Figure 39 are those for the
six lots of T7351X CSA panels. The rather broad range in KIc values
obtained for the narrow range of yield strengths, 2 to 4 ksi, are
attributed to differences in the iron content from lot to lot, 0.08
to 0.13 percent. As the purity level increased, the toughness
increased approximately 10 ksivin. for the L-T and T-L orientations
and about 6 ksivir. for the S-L orientation.

The combination of strength and toughness of these C5A
panels was significantly higher than that of 7175-T7651X and 7175-
T7351X panels which were made and tested under another contract?s
(Figure 40).

One of the T7351X CS5A panels was checked for variations
in toughness of the L-T orientation at the front, center, rear, and
quarter points of the 42-foot length. The spread in KIc values was
1.7 ksiv/in, and, as shown in Table 43, there was also little varia-
tion in the corresponding tensile properties.

c¢. Conclusions

Extruded shapes of 7050-T7651X and T7351X exhibit a higher

. than that of estaklished

combination of strength and toughness, KIc
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comnercial alloy extrusions. Considering identical sections, the
advantage of 7050 in the L-T, T-L, and S-L directions is about 10,
9, and 5 ksivin., respectively.

Large extruded shapes with high aspect ratios develop
levels of toughness equivalent to those of smaller shapes of
comparable thickness.

5. S=N Fatique

a. Laboratory Air

(1) Procedure
The axial-stress fatigue properties were determined with

smooth and notched, K, = 3, specimens of the type shown in Figure 41.

t
Longitudinal and long-transverse specimens were taken from the same
locations in the cross-sections as the tensile specimens., Tests
were made at stress ratios* of R = 40,1 and -1.0 of representative
lots., A sufficient number of tests were made of some lots to
obtain the fatigue strengths between 103 and 107 cycles; at least
three tests were made of other lots at various stress levels for
R = +0.]1 orly. Tests were made in Krouse fatigue machines
operating at 13.3, 25.0, and 28.0 Hz.
(2) Results and Discussion
Smooth Specimens, K, = 1. The results of the fatigue tests

t
of three 7050-T7651X shapes and those for the corresponding shapes

in the T7351X temper are shown in Figure 42 (R = +0.1) and Figure 43

(R = -1.0). The data developed previously for the T7651X temper

. minimum stress
raximum stress’

»
Stress ratio, P
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are represented by the band (R = 0.0) in Figure 42 and a curve for
one lot in Fiqure 43 (R = -1.0). The data for R = +0.1 of both
tempers generally fell within the band for the T7651X shapes,

<32 in. cross-sectional area. There were no discernible dif-
ferences between the fatigue strengths of the two tempers. The
data for R = ~-1.0 (Figure 43) were generally evenly distributed

about the curve for the 1.161-in. thick 7050-T7651X shape.

With the exception of the data for long-transverse
specimens of the 3.5 and 5.0-in. thick shapes, the data for the
five 7050-T7351X shapes having cross-sectional areas less than
43 in.?, Figure 44 (R = +0.1), fell within a band established frem
the data in Figure 42 for the T7651X temper. This band for the
T7651X temper would probably be broader and encompass the long-
transverse T7351X data if it included data for shapes similar to
those of the T7351X temper. The observation that only the narrow
shapes exhibited largedifferences between fatigue lives of the
longitudinal and long-transverse specimens appears to be related to
the differences in the aspect ratios of the shapes. The ratios of
width to thickness for the wider shapes were between 6 and 26 while
those for the 3.5 and 5.0-in. thick shapes were 2.14 and 1.25,
respectively.

The data for the C5A panel, 61.53 in.? cross-section, and

also the 2.93-in. thick shape, 65.37 in.?, are shown in Figure 45
(R = +0.,1) along with a band established from data for the 7050-
T7351X shapes, <43 in.?2 (Figure 44) and Figure 46 (R = -1.0) along

with a curve established from data for the 7050-T7351X section
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263902 (Figure 43). Generally the fatigue strengths for the
large panels fell within the band for R = +0.1 and those for

R = ~1.0 were generally evenly distributed about the curve for

section 263902.

Notched Specimens, K, =3, The results of the fatigue

tests of three 7050-T7651X shapes and those for the corresponding

shapes of 7050-T7351X are shown in Figure 47 (R = +0.,1) and

Figure 48 (R = -1.0). The data for both tempers (R = +0.1) fell

in the same general range as those for the 7050-T7651X shapes

(<32 in.?) tested previously at R = 0.0. At R = -1.0, the data
averaged slightly higher than those for the 1l.16l-in. thick 7050-
T7651X shape. As with the data for smooth specimens, there were
no noticeable differences between the fatigue properties of the two
tempers. This is also indicated in Figure 49 where the data for
the five lots of 7050-T7351X shapes having cross-sectional areas
less than 43 in.? are plotted with a band developed from the T7651X
data in Figure 47. Both the longitudinal and long~transverse data
fell in a narrow range.

The results of the tests of the C5A panels, 61,53 in.?
cross-section, anéd also the 2.93-in. thick shape, 65.37 in.?, are
shown in Fiqure 50 (R = +0.1) along with a band for data of the
7050-T7351X shapes, <43 in.?2 (Figure 49) and Fiqure 51 ( R = -1,()
along with a curve for data of the 7050-T7351X section 263902
(Figure 47). The data for these large shapes tested at R = +0.1
fell in the lower part of the rather narrow band and for R = =-1.0,
the data were in general agreement with the average curve except
beyond about 10° cycleswhere data for one lot fell about 2 ksi below

the average curve for section 263902.
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(3) Conclusions

Extruded shapes of 7050-T7651X and 7050-17351X exhibit
about the same level of fatigue strengths.

Extruded shapes of 7050 with cross-sectional areas
greater than 43 in.2 have fatigue strengths generally equivalent
to those of smaller shapes.

Extruded shapes of 7050 with high aspect ratios have
about the same fatigue strengths in the longitudinal and long-
transverse directions. As with other alloys, shapes of 7050 with
aspect ratios less than 3 can be expected to develop fatigue

strengths, K, = 1, for the long-transverse direction lower than

t

those for the longitudinal direction; for K, = 3, the effect of

t
aspect ratio of shapes does not appear to be significant.

b. Salt-Fog Environment

(1) Procedure

Smooth and notched specimens similar to those used for
the test in laboratory air were subjected to axial stress fatigue
tests (R = 0.0) in a salt-fog environment. Specimens were taken in
the long-transverse direction from most of the lots tested in lab
air. The test sections were subjectad to a 20-second spray of a
3.5% salt solution at 5 minute intervals during tests in 5,000-1lb
capacity Krouse fatigue machines operating at 18.3 Hz.

(2) Results and Discussion
As reported for several 7050 products,> the salt-fog

environment substantially lowered the long life fatigue strength
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of all extrusions (Figures 52 to 54). Failures of smooth specimens
lasting more than a day (1,580,000 cycles) initiated in corroded
areas; for 107 cycles to failure the fatigue strengths of smooth

specimens are equal to those of mildly-notched specimens, K_ = 3,

t
tested in air.
(3) Conclusions

The corrosion-fatigue strengths of the smooth and mildly-
notched, Kt = 3, specimens of the 7050-T7651X extrusions (Figure 52)
are comparable to the scatter band shown for smooth and sharply
notched, Ktalz, specimens.5 1In air the specimens having the
sharp notch would have lower fatigue strengths than specimens
having a mild notch. However, the corrosive environment apparently
negates the difference in notch severity.

The corrosion-fatigue strengths of specimens from the
7050-T7351X extruded wing planks (Figure 54) are equivalent to those
of the other 7050-T7351X extrusions (Figure 53).

The corrosion-fatigue strengths of smooth specimens from
7050-T7651X and T7351X extrusions (Table 61) are equivalent to those
of specimens from plate and hand forgings. The values for notched
plate specimens, Ktzlz, are 1 or 2 ksi lower than those of hand

forgings, thlz, and the various extrusions, Kt = 3 and 212.

6. Fatigue Crack Propagation (Normal AK)

a. Procedure

Fatigue-crack propagation rates were determined using

compact specimens (Figure 55). Data were developed for each temper
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in dry air and moist air. Specimens were taken in the T-L and L-T
orientations, and where possible, in the S-L orientation.

Tests were made in load control in MTS closed loop, servo-
controlled, test systems (Figure 56) at rate of, generally, 15 or
20 Hz; some tests were slowed in the final stages. Humidity was
controlled within test chambers. Dry air (relative humidity <10
percent) was obtained using dessicants; moist air (relative humidity
>90 percent) was obtained by forcing moist air through the chamber.

Fatigue precracks were generally started at R = 0.1 at
maximum test loads used in subsequent R = 1/3 data acquisition. The
final one third of precracking was usually accomplished at test
loads. Visual-crack length measurements were made using low power
magnification (15X) and a series of reference grid lines (0,02 in.)
photographically printed on both sides of the specimen
(Figure 57).

As occurred in some of the previous tests of 7050 extrusions,*
the crack of the second L-T specimen tested grew at an angle to the
transverse direction and finally altered to a longitudinal direction.
To eliminate this behavior, the width of the remaining L-T specimens
was reduced to change the H/W ratio from 0.485 to 0.60.

The rate of fatigue-crack growth, Aa/AN, was determined
from crack length, a, versus number of cycles, N, data evaluating
incrementally the derivative of a versus N. These growth rates
were plotted against the range in stress intensity evaluated at
the average crack length over which the 4a increment was taken.

The expression for stress intensity was:

*See pp 44-45 of Ref. 5 for discussion.
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AK BW Y,
where: P = load, thousand pounds,

Y, (H/W=0.485) = 30.96-195 8{ +730.6/2) % - 1186.3 2! °
[4 L] L] L] L] \‘w'! L} w

Zlip

+ 754 a)“
.61 (Ref. 26)

Y, (H/W=0.6) = 29.€-185.5 2 + 655.7 37 - 1017.0 2 °
’ . . . W . w, . \W

al ¥
+ 638.9‘W ' (Ref. 27)
A, B, W, and H (see Figure 55).

b. Results and Discussion

The fatigue crack growth data are plotted in Figures 58
to 68, There is generally good agreement between overlapping
portions of da/dN-AK data for duplicate specimens, whose tests were
started at different stress intensities. Average growth rates are
summarized in Table 62 along with comparable data from previous
investigations. The effects of specimen size, orientation, en-
vironment, temper, and lot are discussed below.

7050-T7651X Extrusions (Figures 58 and 59)

The results for specimens LT-1 and LT-3, having H/W ratios
of 0.6 and 0.485, respectively, are shown in Figure 58 to be
equivalent.. Accordingly, differing H/W ratios are not considered
in subsequent comparisons of L-T and T-L specimens. Growth rates
tended to be slightly faster for the T-L specimens in both environ-
ments at medium stress intensities; growth rates in moist air were
about three times faster than those in dry air. The rates for both
orientations and environments were comparable to those reporteds for

7050-T7651X extrusions of similar thickness.
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7050-T7351X Extrusions (Figures 60 to63))

For 0.915-in. extrusions, Table 62 shows equivalent
fatigue crack growth rates for the T7351X ard T7651X tempers. For
the thick extrusion, the S-T specimen (Figure 63) exhibited more
of an environmental effect than the T-L specimens at medium stress
intensities and showed slower growth rates than the T-L specimens
at the high stress intensities. In Reference 5, propacaticn for
similar thick 7050-T7651X extrusions was much faster for S-L
specimens at the higher stress intensities.

7050-T7351X CSA Wing Panel Extrusions (Figures 64 to 68)

The variations in composition listed in Table 35 had no
apparent effect on the rate of crack g<ns1:XMLFault xmlns:ns1="http://cxf.apache.org/bindings/xformat"><ns1:faultstring xmlns:ns1="http://cxf.apache.org/bindings/xformat">java.lang.OutOfMemoryError: Java heap space</ns1:faultstring></ns1:XMLFault>